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(54) MANUFACTURE FOR PNEUMATIC TIRE 

(57)Abstract: 

PURPOSE: To provide a manufacture for a pneumatic tire which 
can improve the uniformity of the tire by using an endless side 
tread and shorten the manufacturing process when the side tread 
is formed into a sideover, thereby improving the productivity. 
CONSTITUTION: After a carcass 1 1 engaged with a bead 12 is 
shaped into a troidal, an annular and endless side tread 14 is 
pressure-bonded to both sides of the troidal carcass 1 1. and a belt 
18 and a tread 19 are attached to the outer peripheral surface of 
the tread 1 4. whereby a green tire G is formed. Alternatively, after 
the belt 1 8 and the tread 1 9 are attached to the outer peripheral 
surface of the carcass 1 1 shaped into the form of a troidal, the 
annular and endless side tread 14 is pressure-bonded to both sides 
of the carcass 1 1 , thereby forming the green tire G. The green tire 
G is then vulcanized. 
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* NOTICES * 

JPO euid NCIPI are not responsible for any 
daxnages caused ty tlie use o£ tbis translation. 

1 .This document has been translated by computer. So the translation may not reflect the original precisely. 
2.**** shows the word which can not be translated. 
3. In the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 

[Claim 1] A bead is set to the ends side of the carcass fabricated in the shape of a cylinder, respectively. The 
both ends of a carcass are made to engage with the surroundings of this bead outside, from the inside, as by 
return. After carrying out shaping of this carcass to the shape of toroidal one, an annular and endless side tread 
is stuck to both the sides of a toroidal carcass by pressure. [ whether a belt and a tread are stuck on a peripheral 
face, and the Green tire is fabricated, and ] Or the manufacture approach of the pneumatic tire which sticks an 
annular and endless side tread to both sides by pressure, fabricates the Green tire, and vulcanizes this Green tire 
after sticking a belt and a tread on the peripheral face of the carcass by which shaping was carried out to the 
shape of said toroidal one. 



[Translation done.] 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Industrial Application] This invention relates to the manufacture approach of the pneumatic tire which can 
shorten a production process and can raise improvement in productivity while aiming at improvement in the 
uniformity of a tire in more detail about the manufacture approach of a pneumatic tire. 
[0002] 

[Description of the Prior Art] Generally manufacture of a pneumatic tire, for example, a radial-ply tire, is 
performed at the following processes. It twists around the shape of a cylinder in the location corresponding to 
[ make it engaged, as by return / a carcass first band-like / as the 1st forming cycle / to shaping drum lifting is 
twisted around the shape of a cylinder, and a ring-like bead is set to the ends side of this carcass, respectively 
and / surroundings / of this bead / both ends / of a carcass / outside / from the inside /, and ] the side section of a 
tire for a band-like side tread. 

[0003] Then, as the 2nd forming cycle, the carcass with which it was equipped with the bead and the side tread 
is swollen, shaping is carried out to the shape of toroidal one, a belt and a tread are stuck on the toroidal 
peripheral face in the shape of a cylinder, and the Green tire is fabricated, and he carries out vulcanization 
shaping of this Green tire at a vulcanization process, and is trying to manufacture a radial-ply tire. When 
making a side tread side over and fabricating it In case a band-like side tread is twisted around the location 
corresponding to the side section of a tire in the shape of a cylinder in said production process After sticking the 
band-like sheet which consists of polyethylene etc. on the part of the carcass located in the tread side of a side 
tread After twisting a band-like side tread around a carcass, carrying out shaping to the shape of toroidal one 
with the 2nd shaping, and removing said band-like sheet, the belt and the tread are stuck in the shape of a 
cylinder. 
[0004] 

[Problem(s) to be Solved by the Invention] However, if it was in the manufacture approach of the pneumatic 
tire mentioned above, since the respectively band-like section was twisted by shaping drum lifting and both the 
edges were joined, variation arose in the quality of the tire after vulcanization shaping according to the junction 
condition of the joint, and there was a problem referred to as having an adverse effect on the uniformity of a 
tire. 

[0005] Moreover, when a side tread was made side over and fabricated, the process which removes the process 
and its band-like sheet which twist a cap was required so that the tread side of a side tread might not stick to a 
carcass, and there was a problem said that a production process increases and productivity falls. This invention 
was thought out paying attention to this conventional technical problem, and it aims at offering the manufacture 
approach of a pneumatic tire that the production process at the time of making a side tread side over and 
fabricating it can be shortened, and improvement in productivity can be aimed at while it aims at improvement 
in the uniformity of a tire by manufacturing using an endless-like side tread. 
[0006] 

[Means for Solving the Problem] In order that this invention may attain the above-mentioned object, a bead is 
set to the ends side of the carcass fabricated in the shape of a cylinder, respectively. The both ends of a carcass 
are made to engage with the surroundings of this bead outside, from the inside, as by return. After carrying out 
shaping of this carcass to the shape of toroidal one, an annular and endless side tread is stuck to both the sides 
of a toroidal carcass by pressure. [ whether a belt and a tread are stuck on a peripheral face, and the Green tire is 

http://www4,ipdl.ncipi.go.jp/cgi-bin/tran_web_cgi_ejje 5/20/2005 



JP,06-064065,A [DETAILED DESCRIPTION] 



Page 2 of 3 



fabricated, and ] Or an annular and endless side tread is stuck to both sides by pressure, and the Green tire is 
fabricated, and let it be a summary to vulcanize this Green tire, after sticking a belt and a tread on the peripheral 
face of the carcass by which shaping was carried out to the shape of said toroidal one. 
[0007] 

[Function] Since it was made for this invention to stick an annular and endless side tread to the carcass by 
which was constituted as mentioned above and shaping was carried out to the shape of toroidal one by pressure, 
it can eliminate the variation in the quality by the knot of the side tread which forms the SAIDOTO Wall 
section, and can aim at improvement in the uniformity of a tire. 

[0008] Moreover, since a side tread is stuck by pressure after sticking a belt and a tread on the carcass by which 
shaping was carried out to the shape of toroidal ones, the process which twists a band-like sheet, and the process 
to remove can become unnecessary, the production process at the time of making it side over and fabricating 
can be shortened, and improvement in productivity can be aimed at. 
[0009] 

[Example] Hereafter, the example of this invention is explained based on an accompanying drawing. Drawing I 
shows an example (radial-ply tire) of the pneumatic tire manufactured by the manufacture approach of the 
pneumatic tire concerning this invention, forms the sidewall section 2 and a toe of bead 3 in right and left of the 
tread section 1, and the interior is made to stop it so that the carcass layer 4 may turn up both ends from the tire 
inside outside to the toe of bead 3 on either side, and it is prepared in it. The tread section 1 is made to 
correspond to the periphery of the carcass layer 4, and the two or more layers belt layer 5 is formed. 
[0010] The above-mentioned pneumatic tire can be manufactured by the manufacture approach as shown in 
drawing 2 - drawing 10 . After twisting in the shape of a cylinder so that the edge may join the band-like carcass 

11 which drawing 2 showed the explanatory view which the 1st forming cycle ended, and was cut by the 
predetermined dimension on the shaping drum 10, Set to the ends side of the cylinder-like carcass 1 1 the bead 

12 fabricated in the shape of a ring, as the both ends of a carcass 1 1 are turned up outside from the inside, it is 
made to engage with the surroundings of a bead 12, and these processes are the same as usual. 

[0011] The carcass 11 with which it was equipped with the bead 12 is removed from the shaping drum 10, and 
as shown in drawing 3 , it is moved to the 2nd forming cycle. After the bead lock drum 13 is equipped with the 
carcass 1 1 with which it was equipped with the bead 12, as shown in drawing 3 , it swells the bladder 20 for 
shaping and shaping is carried out to the shape of toroidal one. And as shown in drawing 4 , the annular and 
endless side tread 14 is stuck to both the sides of the carcass 1 1 by which shaping was carried out to the shape 
of toroidal one by pressure. This annular and endless side tread 14 is good to make beforehand with injection 
molding, and to stock through Separator S, as shown in drawing 5 . Thus, the stocked side tread 14 is set to both 
the sides of the carcass 1 1 by which adsorbed with the adsorption means 16 of a feeder 15 (vacuum adsorption 
etc.), and shaping was carried out as shown in drawing 6 -8. 

[0012] Then, the bladder 17 for sticking by pressure prepared in the both sides of the bead lock drum 13 as 
shown in drawing 9 is swollen, and the side tread 14 is pressed to a carcass 11, and is stuck by pressure and 
stuck on it. And as shown in drawing 10 , a belt 18 and a tread 19 are twisted around the peripheral face of the 
toroidal carcass 1 1 in the shape of a cylinder, and are stuck, and the Green tire G is fabricated. 
[0013] The Green tire G is removed from the bead lock drum 13, it is moved from the 2nd forming cycle to a 
vulcanization process, vulcanization shaping is made as usual, and a pneumatic tire is manufactured. Thus, 
since it was made to stick the annular and endless side tread 14 to the carcass 11 by which shaping was carried 
out to the shape of toroidal one by pressure, the variation in the quality by the knot of the side tread 14 which 
forms the sidewall section 2 can be eliminated, and improvement in the uniformity of a tire can be aimed at. 
[0014] Moreover, in making the side tread 14 side over and fabricating it, after twisting a belt 18 and a tread 19 
in the shape of a cylinder and sticking them on the peripheral face of the carcass 1 1 by which shaping was 
carried out to the shape of said toroidal one, the annular and endless side tread 14 is stuck to both the sides of 
the toroidal carcass 1 1 by pressure like ****, and the Green tire G is fabricated. 

[0015] Thus, since the side tread 14 is stuck by pressure after sticking a belt 18 and a tread 19 on the carcass 11 
by which shaping was carried out to the shape of toroidal one, the process which twists a band-like sheet, and 
the process to remove can become unnecessary, the production process at the time of making it side over and 
fabricating can be shortened, and improvement in productivity can be aimed at. In addition, although the above- 
mentioned example explained the manufacture approach by 2 stage shaping method which has the 1st forming 
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cycle and the 2nd forming cycle, it is possible to carry out this invention also with the shaping method which 
performs a process until a carcass 1 1 winds and it fabricates the time deer Green tire G on one stage, and even if 
this invention is other modes, it can carry out this invention, without being limited to the above-mentioned 
example. 
[0016] 

[Effect of the Invention] Since it was made for this invention to stick an annular and endless side tread to the 
carcass by which shaping was carried out to the shape of toroidal one by pressure as mentioned above, the 
variation in the quality by the knot of the side tread which forms the sidewall section is eliminated, and it is 
effective in the ability to aim at improvement in the uniformity of a tire. 

[0017] Moreover, since a side tread is stuck by pressure after sticking a belt and a tread on the carcass by which 
shaping was carried out to the shape of toroidal one, the process which twists a band-like sheet, and the process 
to remove become unnecessary, and it is effective in the ability to shorten the production process at the time of 
making it side over and fabricating, and aim at improvement in productivity. 

[Translation done.] 
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[Drawing 61 
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